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Ensure appropriate memos and specificinstructions are placed with thetraveler beforeissuing the sub traveler binder to
production.

1.0 General Notes

11 White(Lim

Prepared/cleaned.

12 All stepsithat réquirela sign-off shall include the Tec ician/lnspectorsfiriinitl aniull last name.

13 No erasures or white out will be permitted to any documentation. All incorrectly entered data shall
be corr g asinglelinethrol initial and date the ding the
correct data.

14 All Disc rtsissued shall ber e left margin next t le step.

15 All persoRREPPerferming steps in this trafefermustRave documented trai ARG fOPEAIStraveler and

associated operating procedures.

16 Personnel shall perform all tasks in accordance with current applicable ES& H guidelines and those

specified within the step.

21 Attach the completed Parts Kit List for the CMS Cathode Inner Panel Gluing to thistraveler. Ensure

that the on the Parts Kit Li serial number of thi Merify that the
Parts Kit receiped is complete.
Date

Process Enﬁi neeri nﬂ/Desi gnee

17 Cover the
18 Never handpass

20 Parts Kit List

|HE
IHEP
IHEP
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Rev. None
30 Panel Preparation (Side 1)
Completed
31 Acquire the Cathode Inner Panel (ME-368123) as per the Panel Serial Number at a
the bottom of thistraveler.
32 Clean the apanel with Ethyl Alcohol Stk. No. #1920-0600) and a

low-lint figStk No. 1660-2500) takemevesany dirt, dusts, oils,

and othergforeign material on the panel.
33 Install the Mark Position Measuring Dwimw D-368990) onto the panel. a
Whenin ark Positioning To , the expanding bu
relaxed i ing into the panel. e aluminum spool i i
into the tooling before tightening the rubber bushing.
[

Side View of
Installed Mark
Positioning Tooling

== d—Ensure erted
: i rubber

Ensure expanding rubber bushing
is fully relaxed prior to insertio
into panel
Top View (palel narrow view) I
I

(for reference only!!)

T R THRa
i||.!_i Hi.ii |i\!-§iii'!i !|' BRI
Ui B e
m “ l!||HEE'H_‘.;I|%i! ! :E!i;!l'!||1 R
A A A i
HHTAEH R
I R T R TR Sy :
14 l | }; ! i ] g' |_.1.._.J_p
CMS Mark Tooling Assy T
(MD-368990) ‘
34 Measure record the measur rement Form 55 78 a

and attach the @ompleted form to thistraveler.

TN R — E—
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35 Using two Short Circuit Tester Units, check all five strip connector circuits. Starting a
from the left of the serial number, place a Short Circuit Tester on Circuits#1
and #2.
Note(s):

Ensuret
in thediagr

P

am

prongson each sid

\
* \ m
N \
1
! | 1

stripsas shown

\\\:::\~:\\\:\j\\ \I r/r,:"/—/—‘//::/ -
I ST e
[ N A | | T I
R AR
EEHAHHH A A HHHEE
a Short Circuit Test Clip &
| — —]
I I I
I I I
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TD / Engineering and Fabrication

36

Note(s):

38

39

310

Specification # 5520- TR-333266
April 26, 2000
Rev. None
If no RED or GREEN lights activate, then continue checking the balance
of the circuits as per below chart.

Circuit Fail
Circuit #1

jrcuit #2
jrcuit #2
reuit #3
reuit #3
ircuit #4
Circuit #4

ircuit #5

After measurementsare completed inform supervisor of any failures.
If all passcontinue

. &
r further processin

EP

Lead Per
Acquire n Strips (MA-3684 lean with Ethyl Alc a
(Fermi Stk No.[2920-0600) and alow-lint W|pe( mi Stk No. 1660-2500).
Acquire thefollowing gap bars, (MA-36 , MA-368402[2 eg], MA- a
and MA- ) and GasS!eev&( ed]) and cleanW|th
(Fermi Stk. No. #1920-0600) and alow-lint W|pe Fermi Stk N0.1660-2500) to remove any dlrt
dusts, oils, and other foreign material. Clean out the grooves in the gap bars with cotton swabs
dipped in the ethyl alcohol.
0

Technici -

=
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311

312

313

314

Note(s):

315

Specification # 5520-TR-333266

April 26, 2000

Mix glue (Epoxy Adhesive #2216 Parts A& B) in a50/50 ratio using approximately 50
grams of each. Allow the glueto sit for at least 30 minutes and no more than 45 minutes.

Without - g the protective strip, ali ap bars along the panel.
the pins ( 43) through the holesi and into panel to
the gap panel holes align.

Remove s fri@m the panel and rem@vet ive tape protectivestri

Apply dl hesive #2216 Tran asmall brushto all
ends of the gaplbarsto create afillet between the Gap Bar and the panel copper fRealign the

gap bars onto the pins. Continue installin arsin thisway until all gap barSare installed
onto the all alignment pins from the gap bars o

rrectl i .
correctly tapedinplace — —

.06-.10 fillet

of epoxy

Gap Bars

Panedls must beglued and clamped the same day the Gap Barsareinstalled!

During theinstallation of the gap bars, ensure correct placement of the gap
bar s as pemtheangle cut on the gap bar NS

During theinstallation of the gap bars, visually check all four cornersto ensure
proper fit of gap bar interfaces.

Ensurethepaned iscovered with Mylar when epanel isnot being servi

n the wide end of the p.

—

Technici .

T
e

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.

Rev. None

Completed

a

a

a
a

Page 7 of 21



TD / Engineering and Fabrication

3.16

317

318

319

3.20

Note(s):

321

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.

Using a 10X magnifier, examine the four (three) alignment grooves on the Strip Side of the

panel to ensure they are clean. Two (one) at the wide end and two at the narrow end.

Reflective Target’s (MA @ D) shaft into the alignmen @ e and
siigte’thepane! .

Using akhife etlge oF similar tool place p on the top center of the t, all
examine usi magnifier that the ng into the groove

Keeping the shaft, put oned (XXXXXX) onth
asin the drawing below. Hold pressure for 30 sécondsto let the Sicomet cure.

Remove the knife and apply epoxy (MA-368288) over the shaft asin the drawing below.

Ensureno glue getson the surface of theretro-reflective dot.

Attach therest of the Targets onto the panel in the same manner according to Dwg 368123.

D

Drop of SICOMET

Technici an!s;
[

Specification # 5520-TR-333266

April 26, 2000
Rev. None

Completed

a

a
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Rev. None

X 322 The below drawing istypical of acorrectly installed Retro-Reflective Target (MA-368100).
Verify that al installed Targets are installed correctly.

al _
TIE |
=

Retro-Reflective
Target
MA-368100

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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4.0

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.

Specification # 5520-TR-333266

April 26, 2000

Panel Preparation (Side 2)

41

42

43

44

Note(s):

Rotate the panel 180° so the opposite side faces up.

Without g
the pins (
thegap b

egap bars along the panel.
dep bar and into panel to

g the protective strip, aI| '
3 8941) through the hole3|
siaid panel holes align.

Remove Gap Bars friom the panel and r ive tape protectivestrip.

Apply glue (Epoxy Adhesive #2216 Translucent) with asmall brush to all the interfacing
create afillet betw! Bar and the panel ¢

.06-.10 fillet
of epoxy

Panels must bIqued and clamped the same day the Gap Barsareinstalled!
During thei ion of the gap bars, placement of the

barsasper theangle cut on thegap bar ends.

During theinstallation of the gap bars, visually check all four cornersto ensure
proper fit of gap interfaces.

Ensurethe pandl iscovered with Mylar when the panel isnot being serviced

Technici

Date

IHEP
IHER

|HEF

Rev. None

Completed

a
a
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5.0 Panel Gluing (Side 1)
Completed

Note(s):

51

52

53

54

55

5.6

Note(s):

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.

The gluing of the Cathode Panédsrequirestwo days. On one day, one Upper and
two Inner Ramel sideswill be glued. On thefellewing day, one L ower and t er
twosid nner Panelswill be glueg

Transpo athode I nner Panel with gap barsinstalled to the Panel
Gluing Table. Instal Iithe Cathode Panel onto thg g Tablework surfac

oq

ch tape (Fermi Stk. 00) to all the seam:
gap barsto prevent the gluefrom seeping out. Put asmall vigible

mark with amarker on the piece of scotch tapefto ensure the tape is removed, onee

the epox

Using a SyfiRgerapply glue (Epoxy AdheSV@#H22965  ransl ucent) to the i sOlafioRm—
strip areas. Install the Isolation Strips onto panel in proper position over
the glue and work the epoxy toward the outer edges of the |solation Strips.

Using asyringe, apply glue (Epoxy Adhesive #2216 Translucent) to theinside

. o B& D—
Usinga glue (Epoxy Adh ranslucent) tothe o

perimetergof the FR-41Gap Bars.

Apply a t of epoxy to the ouMegassleevestofill Meen the

sleeve and panel hole.

Ensurethat tlgasslea/ethrough hoIeremaiEfreeof epoxy I
duringt

Ensur e tRE'gas Seeves ar e settled proper WWItHIR the gas sleeve holes before
applying the epoxy.

Epoxy

/

IHEE
IHEP

Technician(s) I Date
[ ]
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April 26, 2000
Rev. None
6.0 Panel Staging (Side 1)
Completed
6.1 Remove the alignment pins from the Cathode Inner Panel. a
6.2 Transport Cathode Inner Panel with and fresh epoxy to the Panel a
Curing ‘
6.3 Set the Panel an the€athode curing tablejPanelgordefiwill be in accordancg withythe a
drawing.|Install teghnological alignment|pins (McMster-Carr 90139A1
Note(s):

Panelsw Xy must be position epoxy ison theto|
side of the panél.

Thefirst sideglue

J
|

o r
H UEWL 1
=

IHEP
IHEP |H

UC(EC)

O

Fresh epoxy

P

Clamping table

Technici ate

IHEP IHE

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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TD / Engineering and Fabrication Specification # 5520- TR-333266
April 26, 2000

Rev. None
Completed

6.4 Positioning the Quick Grip Clamp Bars (McMaster-Carr 5039A74) at 6” intervals a
directly over the Gap Bars, clamp the panels to the table while the epoxy is curing.

Note(s):
Ensuret acing all around t ith clampsat each c
09

¥ Q9
_ -

I
- ) Alignment Pins
] g

6.5 Oncethured (after 24 hrs) re

Techniciah(s) .
E—

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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TD / Engineering and Fabrication Specification # 5520- TR-333266
April 26, 2000
Rev. None
6.6 Using a Depth Micrometer measure the height of Gap bars from the panel surface.
Measurements will be taken on the outside of the Gap bar close to the bolt holes.
There will be 30 measurements per panel.

16

A

= Measurement Spots/Bolt Holes

10

Pos Pass Fail Pass

olo|~Nlo|o|s|w|N|F|#®

[
o

H
H

=
N

[
w

=
~

[E=Y
(62}

Note(s):
After m are completed infor r of any failures.
If all pass continue.
X 6.7 Panel h ap Bar Measurem eptable for further
[ [ ]

i
T

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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April 26, 2000
Rev. None
7.0 Panel Gluing (Side 2)
Completed
71 Transport the Cathode Inner Panel with one side glued and cured to the a
Panel Gluing Table and rotate the panel 180° so the side that has NOT
been glu up.
72 Install th el onto the Gluing rface and pin a
the panelginto positign
73 Apply apieceof Scatch tape (Fermi Stk. No. #1365- ) to al the seamsof a
thealr barsto prevent th ing out. Put asm
mark witl n the piece of scotc rethetapeisremov
the epoxy is cured.
74 Using a glue (Epoxy Adh ranslucent) to thei a
strip ar Isolation Strips ont ver the glue and wo
the epoxy toward the outer edges of the Iso ion Strips.
75 Using asyringe, apply glue (Epoxy Adhesive #2216 Translucent) to theinside a
perimeter of the FR-4 Gap Bars.
76 - 2216 Translucent) to the o ﬁ a

7.7 Apply a aII tofepoxytotheou edge of the gas sleevesto fill the gap betWeen the a
sleeve
Note(s):
Ensuret eevethrough holer of epoxy
during thispr
Ensurethe gas Sleeves ar e settled properly within egassleeveholeﬁb ore

2PPIYing R0y

%%@ﬂ&
L

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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April 26, 2000
Rev. None
8.0 Panel Staging (Side 2)
Completed
81 Remove the alignment pins from the Cathode Inner Panel. a
82 Transport Cathode Inner Panel with G and fresh epoxy to the Panel a
Curing ‘
83 Set the Panel an the€athode curing tablejPanelgordefiwill be in accordancg withythe a
drawing. Installl techiol ogical alignment pins (McMaster-Carr 90139A134)
Note(s):
Panels wi Xy must be position epoxy ison theto,
sideof thep

d sideglue

< | LCuo)

=T
Cured epoxy /vﬁ—ﬂ IC
I

ﬁl IC
—polle UC(LC)

Fresh epoxy

Technici

HEP IHER,

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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TD / Engineering and Fabrication Specification # 5520- TR-333266
April 26, 2000

Rev. None
Completed

84 Positioning the Quick Grip Clamp Bars (McMaster-Carr 5039A74) at 6” intervals, a
directly over the Gap Bars, clamp the panels to the table while the epoxy is curing.

Note(s):
Ensuret acing all around t ith clampsat each c
09

¥ Q9
_ -

I
- ) Alignment Pins
] g

85 Oncethured (after 24 hrs) re

Techniciah(s) .
E—

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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April 26, 2000
Rev. None
8.6 Using a Depth Micrometer measure the height of Gap bars from the panel surface.
Measurements will be taken on the outside of the Gap bar close to the bolt holes.
There will be 30 measurements per panel.

16
A
= Measurement Spots/Bolt Holes
10
Acceptable Gap Bar h ge: 0.370" t00.380".
Pos Pass Fail stion | Pass
#
1
2
3
4
5
6
8 23
9 24
10 25
11 6
12
13
14
“o——{H
Note(s):
After m are completed inforIr of any failures. I
If all pass continue.
] ] I

CMS MEL/2 Cathode Inner ClI Pand Gluing Panel Seria No.
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Rev. None

X 8.7 Panel has passed all Gap Bar M easurements and is acceptabl e for further processing.

T I I
A A QA
Wl W
-
A O QO
Wl W
-
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Rev. None

9.0 Production Complete

XXX 91 Process Engineering verify that the Cathode Inner Panel Traveler (5520-TR-333363) is
accurate aneéheomplete. Thisshall include iew of all stepsto ensure thaigs

Reports, Repair/Rework
@ Authority for conformance

] ] I
Process ing/Designee %ﬂv Date &
100 Attach the Process g “OK to Proceed” el.
Process Designee m Date
110 Proceed to the n bly operation as rI I
I I I
] ] I
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